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(57) Abstract 



A cigarette making machine includes a conveyor (96; 105) which is arranged to cany a cigarette filler stream (97; 106), with the aid 
of suction, past a trimming device (14) which removes excess tobacco at a set distance from the conveyor, and a second conveyor (98; 1 12) 
which moves m a substantially linear direction converging towards the first conveyor and progressively presses the filler stream at cigarette 
end regions which arc required to have a greater density. 
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i Cigarette Making Machine 

2 

3 Cigarette making machines commonly form a cigarette filler 

u stream by showering tobacco onto a suction band. The filler stream is 

s then usually trimmed, and it is common for the trimming device to be 

6 arranged to leave additional quantities of tobacco on the suction band at 

7 regular intervals corresponding to the positions of the cigarette ends, 
s These "d,ense ending" additions of tobacco help to ensure that the ends 
9 of the finished cigarettes cut from the continuous rod formed by 

in enclosing the filler in a continuous wrapper web are reasonably firm and 

u are not excessively prone to tobacco falling out during further handling 

12 of the cigarettes, including packing* 

ii Such dense end trimming devices commonly trim the cigarette 

i* filler stream at cyclically varying levels so that the depth of the filler 

is stream remaining after trimming is greater in the regions of the cigarette 

16 ends than it is elsewhere. 

17 Examples of dense ending trimming devices are shown in U.S. 
;a patents Nos. 3032041 and 5143094. 

19 The present invention is concerned with different ways of dense 

zo ending which involve trimming the tobacco stream at a set level (which 

21 may change in response to a cigarette weight control system) while 

22 arranging that more tobacco is left on the filler stream conveyor in the 

23 regions of the cigarette ends* 

zi According to one aspect of this invention, a cigarette making 

is machine includes a conveyor which is arranged to carry & cigarette filler 

26 stream, with the aid of suction, past a trimming device which removes 

it excess tobacco at a set distance from the conveyor, and a second 

28 conveyor which moves in a substantially linear direction converging 

29 towards the first conveyor and progressively presses the filler stream at 
ao cigarette end regions which are required to have a greater density. 

31 According to another aspect of this invention a cigarette filler 

32 stream is formed by showering tobacco into a trough defined by at (east 

33 one band which is formed with recesses or apertures at regular positions 
3* at which the cross-sectional area of the filler stream, preferably after 

35 trimming at a set level, will be greater than elsewhere owing to the fact 

36 that the filler stream formed from the showered tobacco extends into the 

37 recesses jor apertures in the band, 

ia If, in particular, the band has apertures, there may be an additional 

i 
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t band which lies between the first band and the tobacco and is flexible so 

z as to be able to deflect into the apertures to accommodate the dense 

j ending tobacco while basically covering the apertures so as to prevent 
tobacco from passing through the apertures. The first or main band may 

5 be driven by a pulley having radial projections which enter the apertures 

6 in the band and displace the flexible band from the apertures prior to the 

7 filler stream being transferred from the bands and being enclosed in a 
a wrapper web. Alternatively the additional band may lie on the side of the 
9 main band remote from the tobacco so as to cover the apertures in the 

ia main band on the inside. 

11 The band with apertures or recesses preferably forms the "bottom" 

12 of the trough into which the tobacco is showered. However, in the 

13 common case of a machine in which tobacco is showered upwards to 
u form a filler stream on the underneath surface of a suction band, the 
15 trough is in effect inverted so that the "bottom" of the trough in fact 
is corresponds to the upper surface of the filler stream. In such a machine, 
17 the apertured or recessed band of this invention is preferably 
ia air-pervious so that suction can be applied through it to hold the filler 

19 stream against the band. The second, flexible band should then also be 

20 air-pervious and may be of woven nylon construction for example. After 

21 trimming, the filler stream may be carried solely by the second band to 

22 the garniture in which the filler stream is enclosed in a wrapper web to 

23 form a continuous cigarette rod; the same may apply if the first band 
a* has recesses, rather than apertures, to form dense end portions, 

25 Instead of forming the "bottom" of the trough, the recessed or 

26 apertured band may form a side wall of the trough, in which case there is 

27 preferably a similar band forming the other side wall of the trough. The 
2s "bottom" of the trough in this case may be a fixed wall or a further suction 

29 band. 

30 Another possible arrangement according to this invention involves 

31 * a trough effectively on its side to receive horizontally showered tobacco. 

32 The "bottom" of the trough is preferably formed by a recessed or 

33 apertured band, and the filler stream formed on it Is then preferably 
3< received by a further band which carries the filler stream on its 

35 underneath surface by means of suction and delivers the filler stream 

36 into thei garniture. 

37 The recessed or apertured band may, for example, in each case 
as be in trie form of an initially impervious belt (possibly a timing belt with 
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teeth whereby it is driven) which is perforated by pins or other means 
(e.g. a laser) so as to be appropriately air-pervious; in the case of a belt 
with recesses (rather than apertures) for forming the dense ends, the 
perforations are preferably also applied to the recessed areas. Another 
possibility is that the band may be woven with a cyclically varying weft 
pitch to form thicker and thinner (recessed) areas, or a woven band of 
uniform thickness may have perforated or woven patches bonded to it at 
regular intervals. 

The second, flexible band (if used) may be woven in such a way 
as to have strong edges and an elastic central region which can readily 
deflect into the recesses or apertures in the main band. 

Compared with dense ending by means of the trimming devices 
mentioned above, the present invention enables dense ending to be 
achieved without excessive use of additional tobacco. This is because 
the denser portions of the filler stream are well defined in their location 
and length; in contrast, denser ends produced by trimming devices 
which form outwardly projecting mounds of tobacco tend to be less well 
defined since the mounds tend to spread for various reasons, so that 
adequate density at the actual cigarette ends needs to be ensured by 
overapplying the additional tobacco. 

The amount of tobacco removed (if any) by trimming in the 
present invention can be substantially less than is customarily thought 
desirable in conventional machines. 

Examples of machines according to this invention will be 
described with reference to the accompanying drawings. In these 
drawings: 

Figure 1 is a diagrammatic front view of one machine; 
Figure 2 is an enlargement of part of Figure 1 ; 
Figure 3 is a diagrammatic front view of a different machine; 
Figure 4 is a plan view of part of another different machine; 
Figure 5 is a diagrammatic front view of another machine; 
Figure 6 is a diagrammatic plan view of part of another machine; 
Figure 7 is an enlarged fragmentary cross-section on the line 
VII-VII in Figure 6: 

Figure 8 is a diagrammatic plan view of part of another machine; 
Figure 9 is a section on the line IX-IX in Figure 8; 
Figure 1 0 is a sectional view showing a possible detail of the 
machine shown in Figure 8; 
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1 Figure 1 1 is a front view of part of another machine; 

2 Figure 1 2 fs a front view of part of another machine including a 

3 pre-trimming disc; 

* Figure 1 3 is a view from underneath the pre-trimming disc in 
5 Figure 12; 

* Figure 1 4 is a front view of a modified form of the machine shown 
? ,in Figure 12; and 

b Figure 15 is a plan view of part of another different machine. 

9 The machine shown in Figure 1 is of a generally conventional 

io layout, comprising a shower channel 10 up which tobacco is showered 

u pneumatically into an inverted trough formed by a suction band 12 and 

it fixed side rails (not shown)* The filler stream thus formed on the band 12 

13 is trimmed by a trimming device 14 and is then carried by the band 12 

14 into a garniture 16 in which the filler stream is enclosed in a continuous 

15 wrapper web 1 8. The web 1 8 is carried through the garniture by a 
is garniture tape 20. 

u Figure 1 shows the suction band 12 passing around two pulleys 

io 22 and 24. Figure 2 fs an enlargement in the region of the pulley 24. 
19 As shown in Figure 2, the band 12 comprises a relatively thick 

io main band 26 (e,g, 1mm thick) formed with apertures 28 for dense 

21 ending purposes, and a thin woven band 30 which lies between the 

2i main band and the cfgarette filler stream 32. Suction is applied through 
the banjds from a suction chamber 34 and draws portions 30A of the thin 

2k band 30 into the apertures 28 so that addrtional dense ending portions of 

2j tobacco are formed fn the regions of the apertures, the outer surface of 

zs the filler stream 32 being trimmed at a set level by the trimming device 

27 14. 

28 The main band 26 is driven by projections 24 A on the pulley 24. 

29 These projections engage in the apertures 28 and afso serve to displace 
so the portions 30A of the flexible band out of the apertures 28 as the filfer 

31 stream is being transferred from the bands and onto the wrapper web 18 

32 (Figure fl). One of the projections 24A at the bottom of the pulley 24 is 

33 shown performing this function. 

u Figure 3 shows dual bands in a generally similar machine. In this 

is example, however, the main band 40 fs in the form of a timing belt 

36 having inner teeth by which it is driven by corresponding teeth on a 

37 pulley 42. The outer surface of the band 40 in this example is formed 
3s with recesses 40A (e.g. 0.5mm deep) and is covered by a flexible band 
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i 44. As in th previous example, the flexible band is able to be drawn by 

z suction irpto the recesses 40A to form dense ending portions. However, 

j this example differs in that the flexible band 44 extends beyond the 

« pulley 42 and returns around separate pulleys 46, 48 and 50: Thus the 

s band 44 is able to carry the filler stream, with the aid of suction, into the 

s garniture (not shown). For this purpose, the band 44 is preferably 

somewhat narrower than the band 40 and may in fact be narrower than 
the recesses 40A in the band 40 (which may themselves terminate short 
of the side edges of the band 40), so that the entire width of the band 44 
is able to be drawn into the recesses. To facilitate this, the band 44 is 
under low tension and may be driven almost entirely as a result of the 
portions of the band 44 engaging in the recesses 40A in the main band. 

In the region where the band 44 extends beyond the band 40 
(towards ,khe pulley 46), it may serve as a moving shoe which, with the 
aid of an upper guide member (not shown), progressively compresses 
the cigarette filler stream against the wrapper web (not shown); it may 
also become progressively convex in cross-section so as to shape the 
filler stream towards the desired final circular cross-section. 

Figure 4 is a plan view of part of a machine in which the side walls 
of a trough 50 into which tobacco is showered upwards to form a filler 
stream are formed by opposed bands 52 and 54. As shown in the 
drawing, each of these bands has opposed recesses 52A.54A for dense 
ending. Each of the bands may be in the form of a timing belt and may 
be perforated, in the manner already described, for the transmission of 
suction. 

Above the bands 52 and 54 there is a suction band (not shown) 
which forms the "bottom" of the trough and serves to carry the cigarette 
filler stream beyond the recessed bands 52,54 after trimming has 
occurred. Figure 4 shows fixed side rails 56 and 58 which confine the 
Sides of filler stream after it has moved beyond the bands 52,54, It 
should be understood that the spacing between the rails 56,58 is 
preferably greater than the width of the filler stream in the region of the 
dense end portions. 

As an aid to ensuring that the dense end portions of the filler 
stream extending into the recesses 52A.54A leave the recesses as the 
filler stream moves beyond the bands 52,54, the following provision may 
be made: air at above atmospheric pressure may be applied to the inner 
surfaces of the bands 52 and 54, as the bands approach the raifs 56.58. 
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to cause arr streams to „ ow through perforations in the rec ssed areas c 
the bands so as to displace the tobacco from the recesses 

Figure 5h0WS ' r CWne WWeh h3S S ° me P ° in,S ° f S *™ 1ari * *™ 

F.gure 4. Tobacco is showered pneumatically up a channel 60 into a 

ttough termed by opposed side bands 62 (similar to bands 52 541 n 
F.gure 4) and a top suction band 64. However, in this example the filier 
*7 " Canied -* bands 62. beyond a refcrn puHey 66 for I e 

top band 64, to a posroon a. which a further suction band £££ 
between the side bands 62 in the region of their return pullevsTo 
carnesjthe filler stream generally downwards into the garniture area 7 2 7n 

,s trrm^ed by a tnmming device 76 while being conveyed by the 

me band 64, the upper surface being instead confined by a feed guide 
(no, shown,. Aiternaflvely. for example, the filler stream may be Mmmed 
wh,le ,t rs being carried by the band 68. 

Figure 6 illustrates diagrammatically a machine in which tobacco 

owarTatndT T^' 8 ° ^ " 3 ""i"""" 
towards a band 62 inclined to the direction of movement of the 

showered tobacco. This arrangement may be applied to a singie-b^ 

<ZT* " *° ' C ° nS ' me,i0n "** toba «° ^-streams are 
1 ^ Jl COnVe ' a ' n9 b3m5S M 9eTOra »y dasOTbea ^ our U.S. patent 
b^l f ^ AP0M,Sr POS5ibilay IS ** «™ «■«■ ^ may 

dolT !" Cmn ^ n ' bands «< ™y be used to form separate 

N0.CC3 eXamP ' 8, " " 0U ' B,WSh Pa,6M 

82A a „H '«T iR RgUfe 6 ' ' he band 82 has danse endi "0 ™«sses 
82A and extends around a guide member 84 (or around a large-dlameter 
pulley) before returning around a pulley 86. The filler stream 87 Is 

Cs^TT "T* 86 ' SUC " 0n ^ 88 — "H" to •» 
! a f " * " ndemea,h "««» «* *> *Po* the filler stream on 
a wrapper web (not shown) in a conventional garniture 

While being carried by the suction band 88, the sides of the filler 

und a r r \ COn,inea ^ ' iXed ra ' ,S 9 °' 92 (ROUrs 7 » «•**■ » ««' be 
understood, may be spaced apart by a distance greater than the 

eoloTo! t "" 6r S,r8am <mea3Ured n ° mally '° «» ban " <*> <* a 
reg.on of the dense ending recesses 82A. Figure 7 shows the filler 
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1 str am 87 as it is initially formed on the band 82. and also in the altered 

2 form 87A to which is transformed on transferring to the band 88. 

5 The filler stream in Figure 6 may be trimmed before it is received 

* by the suction band 88, The trimmer for this purpose, and in the other 

5 examples, may be of a relatively simple construction since it is not 

6 required to produce dense ends by its own operation. For example, the 

7 trimming device may comprise a simple shear cutting device or a lawn 

* mower type of construction. Alternatively, in any of the examples, 
9 trimming may be omitted and tobacco redistribution producing a 

10 substantially flat outer surface may be achieved in the manner described 

11 in our British patent application 9422581 .0, 

12 Figure 8 shows a modification of the Figure 6 machine, similar 

13 parts having the same reference numerals. The second band 88 has 
I* been omitted from this figure to show a curved wall 89 which is spaced 
is from the filler stream as it passes around the curved guide 84. The wall 
i& 89 has numerous inclined air inlets 89A to admit air streams in directions 
ir having components in the direction of movement of the filler stream, 
is These air streams help to retain the bulk of the filler stream on the band 
1* 82, against the centrifugal force tending to have the opposite effect, 
20 while allowing tobacco peaks to be spread or redistributed so that the 
ii outer surface of the filler stream ends up at a more uniform height from 
22 the band 82. This redistribution effect may render it unnecessary to trim 

- 23 the filler stream. In this connection reference is again directed to the 

2* above-mentioned patent application 9422581 .0. 

" Figure 9 is a section on the line tX-IX in Figure 8, but shows a 

26 modified form of band 82' which is of uniform thickness but has 

27 recesses formed by deforming a central portion of the band, as shown in 
2a Figure 9. The band 82 1 may be made of metal or of a semi-rigid plastic. 
z* As shown in Figure 9, the guide 84 is in two parts supporting the 

30 respective edges of the band 82*. Air bearings may be formed between 

31 the guide 84 and the band edges by supplying high-pressure air to 

32 passages in the guide 84 {not shown) leading to the surfaces adjacent to 

33 the band edge portions. 

34 Figure 10 is a cross-section showing an alternative arrangement 

35 for transferring the filler stream 87 from the band 82 1 to a top band 

36 identified in this cas as 94, The rails 90 and 92 in Figure 7 have been 

37 omitted and the band 94 receives the filler stream directly from the band 
3a 82 1 . For this purpose, while the band 82 1 moves horizontally, the band 
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1 94 moves along a slightly downwardly inclined path so that it gradually 

2 removes the filler stream from the band 82 1 . Afr may be simultaneously 
j blown out through the apertures in the dense ending recesses in the 
* band 8S' to ensure that the tobacco in the recesses transfers along with 
s the remainder. The right-hand edge of the band 94 (as seen in Figure 
« 10) is supported by a guide rail 96. Figure 10 shows the band 94 near 
7 the start of the tobacco transfer operation, 

a During the transfer operation {or afterwards) the bottom of the filler 

9 stream may be trimmed. In order to control the cigarette weight, the 

10 height of the trimming device may be controlled (as is commonly done) 
u or alternatively the vertical position of the band 94 may be controlled in 

12 the region above the trimming device. 

13 Figure 1 1 shows a portion of a recessed belt 96 according to the 
i* first aspect of this invention carrying a filler stream 97 , and means for 

15 pressing dense ending portions of the filler stream into recesses 96A in 

16 the belt, These means comprise a belt 98 (possibly a timing belt) formed 
t7 with projections 98A at the same intervals as the recesses 96A in the 
ia band 96. The belt 98 passes around pulleys 1 00 and 1 02 and is 
19 supported by a guide 104 so arranged that the operative part of the belt 
zo 98 converges towards the belt 96 at a small angle. Thus the projections 

21 98A progressively press and compact the dense end portions of the 

22 filler stream. While still in substantially this condition, the filler stream is 
2J subsequently trimmed along its outer surface by a trimming device (not 
2* shown) yvhich is at a set position subject to adjustment to control the 
u average Weight of the cigarettes. 

Instead of the belt 98, a wheel with projections may be used to 

27 compact 1 the dense end portions of the filler stream before trimming. 

28 The belt arrangement shown in Figure 1 1 may also be used to 

29 compact the end portions of a filler stream, before trimming, in the case 

30 of a machine with a suction band which is not recessed in the manner 
21 shown in Figure 11. Such examples are described below with reference 
3z to Figures 12 to 14. 

3a In each of the above examples, the speed of the band delivering 

:u the filler stream into the garniture may be made slightly adjustable to 

as enable the distance between the dense ending portions of the filler 

36 stream in jthe final cigarette rod to be adjusted. 

37 Figure 12 shows part of a different machine in which a suction 
3* band 105 is used to carry a cigarette filler stream 106 towards a position 

I 
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at which the trimmed filler stream is deposited on a continuous wrapper 
web (not shown). In this arrangement, the filler stream 106 is 
pre-trimmed by a disc 1 08 mounted parallel to the band 1 04 and at a 
distance less than the height of the filler stream 106 before trimming. 
The disc 108 projects into the filler stream and rotates in a direction such 
that its periphery moves in approximately the same direction as the filler 
stream. Excess tobacco lying below the level of the disc 1 08 tends to be 
removed from the filler stream with the result that the filler stream has a 
more uniform height than existed before pre-trimming. 

Figure 13 shows the excess tobacco 110 being swept laterally 
away from the filler stream. However, this tobacco is redirected in this 
example onto a further band 112 which lies immediately below the band 
104 and converges towards the band 104 while moving between pulleys 
114 and 116. The band 112, in passing between the pulley 116 and a 
further pulley 113, then moves in a direction parallel to the band 104. A 
suction chamber 1 20 below the upper run of the band 1 1 2 applies 
suction through spaced perforated areas of the band 1 1 2 on which 
tobacco removed by the disc 108 collects to form dense-ending mounds 
122. These mounds of tobacco are pressed into the filler stream as the 
band 112 passes around pulley 116 and then proceeds in a direction 
parallel to the band 104. Subsequently the filler stream is trimmed at a 
set level by a conventional main trimmer (not shown), the end portions of 
the filler stream resulting from this trimming being at a greater density . 
because of the addition of the mounds of tobacco 122. 

Figure 14 is an enlarged view of a modification of Figure 12. This 
shows each perforated area 124 of the band 112 being formed in a 
domed manner so as to project upwards from the general surface of the 
band 1 12. Each of these domed areas therefore not only applies a 
mound of tobacco to the filler stream, but also presses the mound into 
the filler stream in basically the same manner as described with 
reference to Figure 1 1 . 

Each of the domed areas 124 may be formed by outwardly 
deforming; a central area of the band 112, which may be of metal, leaving 
the edge portions of the band lying in the same plane as the remainder 
of the band. As an alternative, dense ending may be produced by 
projections on a band such as the band 98 (Figure 11) or band 112 
(Figure 1 4) progressively compacting the filler str am without the 
opposed recesses 96A (Figure 11) and without adding tobacco as in 
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1 Figure 14. 

2 (Alternatively, the tobacco used to form the mounds on the band 

3 112 in Figure 12 or Figure 14 may comprise part or at! of the tobacco 

4 removed from the filler stream by the main trimmer. 

5 'Figure 15 shows a different example which is based upon a 
s machine described in our British patent application No. 9512938-3. In 
? this example, tobacco forming the filler stream is showered through a 
9 chimney 1 26 which starts vertically and then curves towards the 

9 horteqntal to shower tobacco onto the inside surface of a band 1 28 

10 which passes around pulleys 130, 132 and 134 having vertical axes of 

11 rotation. The filler stream, identified as 136 f thus passes around the 
pulley 132 while being constrained against centrifugal action by the band 

13 128* Then as the Filler stream moves beyond the pulley 132 and towards 
the pulley 134, it Is transferred to an overhead suction band (not shown) 

is which carries the filler stream past a trimming device and into the 

is garnrture of the machine. 

The pulley 132 has a circumferential recess for accommodating 

ia the filler stream. The bottom wall of that recess is perforated at spaced 

i? intervals, and suction is applied through the perforations from the inside 

20 of the pulley 1 32 so as to form mounds of tobacco 1 38; that is to say 

21 from tobacco showered through the chimney 126 in the left-hand region 
tz so as to arrive on the pulley 132. These mounds of tobacco 138 are 
2> then pressed into the filler stream 136 as the filler stream passes- around 
z* the pulley 132. 

23 
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i Claims: 1 

2 

3 1.1 A cigarette making machine including a conveyor (96:105) 

u which is! arranged to carry a cigarette filler stream (97; 106), with the aid 

s of suction, past a trimming device (14) which removes excess tobacco at 

6 a set distance from the conveyor, and a second conveyor (98; 112) which 

7 moves in a substantially linear direction converging towards the first 
s conveyor and progressively presses the filler stream at cigarette end 
9 regions which are required to have a greater density, 

10 

ii 2. A machine according to claim 1, in which the second 

u conveyor (98;112) has projections (98A;124) which press the filler 

13 stream at the required positions, 

15 3. A machine according to claim 1 or claim 2, In which the 

is second conveyor (1 12) is arranged to receive mounds (1 12) of tobacco 

i? which it presses into the filler stream at the dense end regions. 

19 

19 4. A machine according to claim 3, including a pre-trimmer 

20 (1 08) which pre*trims the filler stream at a substantially set level, and in 

21 which at least a proportion of the tobacco removed by the pre-trimmer or 

22 by the main trimmer is fed to form the mounds (122) on the second 

23 conveyoi[ (1 12) which are subsequently pressed into the filler stream. 

24 ! 

25 5- A cigarette making machine in which a cigarette filler 
stream is formed by showering tobacco into a trough defined by at least 

27 one band (26,30: 40,44; 52,54; 82.82 1 ; 96) which is formed with recesses 

2B or apertures (28; 40A; 52A.54A; 82A) at regular positions at which the 

29 cross-sectional area of the filler stream, after trimming at a set level, will 

30 be greater than elsewhere owing to the fact that the filler stream formed 
n from the showered tobacco extends into the recesses or apertures in the 
32 band, 

33 

3* 6. A machine according to claim 5, in which there is a band 

35 (26; 40) which has apertures or recesses, and an additional band (30; 

36 44) which lies between the first band and the tobacco and is flexible so 

37 as to be able to deflect into the apertures or recesses. 

36 
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i 7. A machine according to claim 6, in which the 

z first-mentioned band (26) has apertures (28) and is driven by a pulley 

3 having radial projections (24A) which enter the apertures in the band and 

4 displace the second band (30) from the apertures prior to the filler 
s stream being transferred from the bands and being enclosed in a 
6 wrapper web. 

7 

a 8. A machine according to claim 5, in which the band or 

9 bands (52,54) formed with recesses form one or both side walls for the 

to cigarette filler stream. 

u 

12 9- A machine according to claim 8, in which the filler stream is 

13 formed between two side bands (52,54) at least one of which is formed 
1* with recesses (52A.54A), and is then received by another band (68) 
ts passing between the two side bands. 

16 

u 10. A machine according to claim 5, in which the band (82) 

is formed with recesses is vertical in cross-section and receives 

19 horteoritally showered tobacco, and in which the filler stream (87) formed 

20 on it is then transferred to another band (88) arranged to carry the 

21 transferred filler stream (87A) on its bottom surface. 

22 

■23 11. A cigarette making machine arranged to form a filler stream 

24 (106; ^36) on a first conveyor (1 05; 128), and including means for 

25 forming regularly spaced mounds of tobacco (122; 138) on a second 
2« conveyor (112; 132) which presses the mounds of tobacco into the filler 
27 stream. 

zs 

29 12. A machine according to claim 1 1 , in which the mounds of 

so tobacco (122) are formed from tobacco removed from the filler stream 

31 (106) by trimming. 

32 
33 
34 
35 
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